Searching PAJ 



1/1 ^— 



PATENT ABSTRACTS OF JAPAN 



(1 1 )Publication number : 2000-067673 
(43)Date of publication of application : 03.03.2000 



(51)Int.CL 



HOIB 17/56 



(21) Application number : 10-281884 

(22) Date of filing: 26.08.1998 



(71) Applicant : 

(72) Inventor : 



SEIKEI GIKENiKK 
FUKUDA SEIKOO:KK 

SHINGU KANJI 
SHINQU YASUSHI 
MURAKAMI OSAMU 



(54) MANUFACTURE OF WIRE PROTECTING MEMBER AND DEVICE USED IN THE SAME 

(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a method for continuously and 
efficiently manufacturing a well workable wire protecting member and a 
device used in this method. 

SOLUTION: A synthetic resin P in a semi-melted condition extracted out of 
a die for an extruder are fed into a plurality of forming dies 31-34 arranged 
in a water tank 2 at preset spaces in sequence and gradually drawn into a 
rolled form, and cooled by a water in the water tanks 2A. 28, 2C. As a 
result, the inner and outer periphery faces of the synthetic resin P are 
cooled with a temperature difference and a wire protecting member in the 
roiled form is free from winding characteristics due to inside residual, stress. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer.So the translation may not reflect the original precisely. 

2. **** shows the word which can not be translated 
3.1n the drawings, any words are not translated. 



CLAIMS 

[Claim(s)] 

[Claim 1] The elastomer of the half-nnelting state extruded from the dice of an extruding press machine, or the synthetic 
resin of an olefin system While narrowing down to the cartridge to which a part of sending and circumference lapped with 
two or more dices for fabrication arranged by having a predetermined interval in the tank one by one the electric wire 
protection characterized by making it make the electric wire protection member which has, cooled and was fabricated 
[ temperature gradient ] in the shape of a roll in the inner skin and the peripheral face of synthetic resin by carrying out 
cooling solidification gradually in this state produce the curliness by internal residual stress — the manufacture method of a 
member 

[Claim 2] It is equipment which manufactures a roll-like electric wire protection member continuously by the synthetic resin 
which was allotted between the extruding press machine and the taking over machine, and was extruded from the extruding 
press machine, the above-mentioned equipment It consists of two or more dices for fabrication attached in the side 
attachment wall and the aforementioned septum of the tank in which the interior was divided into plurality, and a tank by 
the septum, to the above-mentioned dice for fabrication the electric wire protection characterized by preparing swirl-like 
opening, respectively, and setting up opening of a parenthesis so that the path may become small gradually toward what 
was located in the taking over machine side from what was located in the extruding-press-machine side — the 
manufacturing installation of a member 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] this invention relates to the equipment used for the method of 
manufacturing the electric wire protection member attached in the circumference, and this method, in order to mainly 
protect the fictitious distribution line. 
[0002] 

[Description of the Prior Art] Generally, as the fictitious distribution line, although the cable was used, covering around this 
cable had a possibility of a worker having touched and causing unexpected accident, when It should have been easy to hurt 
and this covering should have been torn from outdoor various environment **(ing), and the tension at the time of the 
construction to a telegraph pole, a steel tower, etc. acting, or the power transmission high voltage always **(ing). 
[0003] Then, the electric wire protection member formed in the circumference of an electric wire by the insulating material 
was attached a part [ a part with a possibility that a worker may touch], for example, the telegraph pole for electric wire 
construction, and a steel tower near. This electric wire protection member is formed in tubed [ with which a part of band- 
like or circumference was opened wide ] by rubber, the resin of an elastomer systenn, etc., and is attached In this electric 
wire by being fixed by metallic ornaments etc., where an electric wire is wound. 

[0004] In here, this kind of electric wire protection member was conventionally manufactured by extrusion molding or 

irijection molding. 

[0005] 

[Problem(s) to be Solved by the Invention] the conventional electric wire protection which mentioned above — since it had 
elasticity, the electric wire protection member manufactured by this method although fabrication-operation efficiency was 
high, since extrusion molding could work continuously first by the manufacture method of a member was a band-like thing, 
and this twisted around an electric wire, alone the work to fix could not perform it easily and it had the trouble that the 
electric wire protection member which was exceller\t at handling nature cannot manufacture 
[0006] Moreover, by this method, although the electric wire protection member which curved to the arc could be 
manufactured in injection molding so that it might be easy to cover an electric wire, when it was not able to fabricate 
continuously and fabricated to a cartridge, the work which puts a break into lengthwise was also needed after fabrication, 
and there was a trouble that fabrication operation efficiency was bad And since the electric wire protection member 
manufactured by this method was restricted to the thing of a fixed configuration and a size, it also had the trouble that the 
candidate for use was limited. 

[0007] the above-mentioned electric wire protection of the former [ this invention ] — the trouble which the manufacture 
method of a member had tends to be solved and it is going to offer the equipment used for the method of manufacturing 
well the electric wire protection member excellent in workability continuously, and this method 
[0008] 

iMeans for Solving the Problem] In order to solve the above-mentioned technical problem, invention according to claim 1 
among this inventions electric wire protection — the elastomer of the half-melting state extruded from the dice of an 
extruding press machine, or the synthetic resin of an olefin system about the manufacture method of a member While 
narrowing down to the cartridge to which a part of sending and circumference lapped with two or more dices for fabrication 
arranged by having a predetermined interval in the tank one by one By carrying out cooling solidification gradually in this 
state, the inner skin and the peripheral face of synthetic resin have a temperature gradient, and are cooled, and it is 
characterized by making it make the electric wire protection member fabricated by this in the shape of a roll produce the 
curliness by internal residual stress. 

[0009] Moreover, the tank in which the interior was divided into plurality by the septum in the equipment which 
manufactures a roll-like electric wire protection member continuously by the synthetic resin which Invention according to 
claim 2 was allotted between the extruding press machine and the taking over machine, and was extruded from the 
extruding press machine. It constitutes from two or more dices for fabrication attached in the side attachment wall and the 
aforementioned septum of a tank, to this dice for fabrication Whorhlike opening prepares, respectively and it is 
characterized by setting up opening of a parenthesis so that the path may become small gradually toward what was located 
In the taking over machine side from what was located in the extrudin^press-machine side. 
[0010] 

[Embodiments of the Invention] Hereafter, based on the gestalt of operation illustrating this invention, It explains in detail. 
[0011] drawing 1 — the electric wire protection of this invention — It is the simple cross section having shown the 
operation gestalt of the equipment 1 used for the manufacture method of a member This equipment 1 is installed between 
an extruding press machine (not shown) and a taking over machine (not shown), and as illustrated it attaches the dices 31, 
34, 32, and 33 for fabrication in this high position of the side attachment walls 2a and 2d before and behind the tank 2 in 
which the interior was divided into plurality by Septa 2b and 2c (it sets to drawing 1 and they are right-hand side and left- 
hand side), and Septa 2b and 2c, respectively. These dices 31-34 for fabrication have the whorl-like openings 31a-34a 
(refer to drawing 2 ), respectively. And in drawing 1 , toward the thing of a right-hand side thing to left-hand side, these 
openings 31a-34a have the small path of the whorl, namely, gradually, they are set up so that the size (L shows to drawing 
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2 ) of the portion which overlapped the vortical hoop direction may become large. 

[0012] In addition, the water temperature in each tank 2A classified by Septa 2c and 2d, 2B,.and 2C is controlled from the 

entrance side (right-hand side) to become low gradually toward an outlet side (left-hand side). 

[0013] next, the electric wire protection of this invention using the above-mentioned equipment 1 — if the manufacture 
method of Member Pa Is explained, heating melting of the synthetic resin of an elastomer system or an olefin system is 
carried out with the extruding press machine (not shown) first installed in the entrance side (it sets to drawing 1 and is 
right-hand side) of a tank 2, and this will be made band-like or band-like [ curved ], and will be extruded continuously And 
this is sent in in tank 2A through the dice 31 for fabrication. By this, it is fabricated by the configuration which curved to 
the abbreviation cartridge for the dice 31 for fabrication, while passing through the inside of tank 2A, it Is cooled gradually, 
and the synthetic resin P of the half-melting state extruded from the extruding press machine is sent Into the following dice 
32 for fabrication. And the synthetic resin P of the half-melting state which was narrowed down so that the degree of the 
curve might become strong further for this dice 32 for fabrication, did in this way. and was extruded from the extruder While 
passing each tank 2A, 2B, and 2C and cooling solidification is carried out gradually, the configuration is gradually prepared 
for each dices 31, 32. 33. and 34 for fabrication, and. finally it is ^bricated in the shape of a roll, and is drawn out by the 
taking over machine from the outlet side (it sets to drawing 1 and is left-hand side) of a tank 2. and the electric wire 
protection of the shape of a roll as shown in drayying 3 by cutting the synthetic resin P of the shape of a pulled-out roll in a 
desired position — Member Pa is manufactured 

[0014] Since it passes through the inside of tank 2A, 28, and 20 in the process of the above-mentioned cooling by the 
manufacture method of this invention at this time where the synthetic resin P of a half-melting state is rolled in the shape 
of a roll, although the peripheral face is cooled comparatively promptly In contact with tank 2A, 28, and a lot of water in 20 
The water included in the interior rolled In the shape of a roll cannot convect easily, and from this, the water of this part 
will receive the heating value at the time of cooling synthetic resin P, and will be kept comparatively high. By this, the Inner 
skin and peripheral face have a temperature gradient, and the synthetic resin P wound in the shape of a roll will be cooled 
And when internal and external temperature reaches equilibrium, the residual stress by heat distortion will produce the 
synthetic resin P cooled by having a temperature gradient both at home and abroad in this way in the interior, therefore, 
the electric wire protection fabricated in the shape of a roll in this way — Member Pa tends to return to the configuration 
of the origin Immediately wound in the shape of a roll, even if the property which maintains this configuration further 
becomes strong and develops with the curliness by internal residual stress 

[0015] the electric wire protection of the shape of a roll with, the curliness according to Internal residual stress with this 
invention method as mentioned above — Member Pa can manufacture continuously by extrusion molding 
[0016] and the electric wire protection manufactured by doing in this way — if Member Pa extends both-sides edge Pa' 
which was rolled in the shape of a roll and overlapped, and Pa" and puts them on an electric wire (not shown) — an above- 
mentioned passage — this electric wire protection — since Member Pa has curliness, it colls around the circumference of 
an electric wire and it is held Therefore, if it fixes using the fixed metallic ornaments which do not illustrate the 
circumference so that it may separate in this state or may not move, it can attach in the position of a request of an 
electric wire easily. 

[0017] thus, the electric wire protection manufactured by this invention method — Member Pa is attached in an electric 
wire and used for a short circuit or prevention of an electrical shock 

[0018] as mentioned above, the electric wire protection manufactured by this invention method — since it can obtain the 
thing of the desired length easily, and coils around an electric wire in the shape of a roll, since that by which extrusion 
molding was carried out is cut in a desired position and Member Pa forms it, and it is attached, it cannot choose the 
difference in the path of an electric wire, but can respond to the difference among the various conditions in an attachment 
work site 
[0019] 

"^Effect of the Invention] the electric wire protection member which was excellent in attachment workability since invention 
according to claim 1 enabled it to manufacture continuously the electric wire protection member of the shape of a roll 
which has curliness by extrusion molding arnong this inventions as explained above — cost — it is effective in the ability to 
manufacture continuously cheap 

[0020] Moreover, since invention according to claim 2 consisted of a tank in which the interior was divided into plurality by 
the septum in the equipment which manufactures an electric wire protection member, and two or more dices for fabrication 
attached in the direction which penetrates this tank in a longitudinal direction In case the shape of a roll is made to carry 
out forming solidification of the synthetic resin extruded from the extruding press machine, it is effective in the ability to 
make the interior produce the curliness by residual stress simultaneously. 
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♦ NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS ^ _^ 

[Brief Description of the Drawings] 

[DrawingJJi It is the simple cross section having shown the operation gestalt of the equipment used for the manufacture 
method of this invention, 

[Drawing 2] It is the simple front view having shown the operation gestalt of the dice for fabrication used for the 
manufacturing installation of this invention. 

[Drawing.3] the electric wire protection manufactured by this invention method — it is the perspective diagram having 
shown an example of a member 
[Description of Notations] 

1 Electric Wire Protection — Manufacturing Installation of Member 

2. 2A, 2B, 2C Tank 

2a, 2d Side attachment wall 

2b, 2c Septum 

. 31, 32. 33. 34 Dice for fabrication 
31a. 32a, 33a, 34a Opening 
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